$ 


Work Order ID 52788 AK Fe 


October 14, 2009 10:43:00 AM 


„мА ser KA se» ae AA 


Revision ID: H 


Item Name: Fee Tube Assembly att Stoo HAN 


t 
H ^^ 


Start Date: — 14/10/2009 Start Qty: 1.00 С +] | Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ¿II Customer: | 
Reference: eg i PA 4 
SS i Run Start JADA 
Approvals: Process Plan: eS ) i MELOY Tooling: Date: 
ос: | E Date: SPC: Date: "" WI 
Sequence ID/ Operation E Set Up/ Draw Draw Plan Accept Reject Reject Insp. 


Work Center ID Run Hours Number Rev. Code Qty Qty Number Stamp 


i 


kidtubes ao ae Memo 
Skidtubes \ ROR | Cut extrusion to 46.52 +0.010 -0.020 


110 d 0.00 


| aam Ce 
| Memo 
CNC Delta 100 Bender Bend as per Dwg D3391 Using Bend Prog 3391021 w SP q- 10 Af T 


os 120 QCS- Inspect part completeness to step on W/O 0.00 < | 
A 2) lels @ 4 
QC Memo 4 0.00 
Quality Control ` h 2 l- DYS 5 
EE 
i 
A 


Work Order ID 52788 
October 14, 2009 10:43:00 AM 


AN 


Page 2 


Item ID: 3391-021 As AA AAN see a INN 
Revision ID: H 
Item Name: — Fwd Tube Assembly Stop JAMAL 
Start Date: 14/10/2009 Start Qty: 1.00 (LL Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 (| Customer: 
Reference: 
Run Stare RUND 

Approvals: Process Plan: Date: Tooling: Date: a 

ос: Date: SPC (Y/N): Date: ° WII 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
130 0.00 
ШОО BEER e 
HAAS I Memo 0.00 


HAAS CNC vertical machine #1 


140 
AO 
QC 


Quality Control 


150 


Mill Conv 


Conventional Milling Machine 


1-Machine as per Folio FA590 Rev. E & Dwg D3391 Rev. H 


Identify as D3391-1 


2-Deburr 
QC2- Inspect parts off machine FAVFAIB 0.00 
Memo 0.00 


0.00 
` CONVENTIONAL MILLING MACHINE 
Memo 0.00 
Drill X1 Aft cap as per Dwg D3391 .1875" dia 


Dy 67[(of2 I 


Hea, o/o |21 


ak 09/0/94 


AA 


Work Order ID 52788 
October 14, 2009 10:43:00 AM 


AG AA 


Page 3 


ItemID: — D3391-021 мен sere se ANA 
Revision ID: H 
Item Name: — Fwd Tube Assembly Stop | ЇЇ 
Start Date: 14/10/2009 Start Qty: 1.00 IN (li Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 A A Customer: 
Reference: 
Run Start ШЇЇ 

Approvals: Process Plan: Date: Tooling: Date: 

ос: Date: SPC (YIN): Date: Sop III 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 QC2- Inspect parts off machine FAVFAIB 0.00 sl 
unt a 8 SSC er 
Quality Control 


OCH. Inspect parts - second check 


170 
VANN 
QC 


Quality Control 


Memo 


SIN 


Work Order ID 52788 ШШШ Page 4 


October 14, 2009 10:43:00 AM 


ET Se HINN seee sare WII 


Revision ID: Н 


Item Name: — Fwd Tube Assembly | Seo HA 
Start Date: 14/10/2009 Start Qty: 1.00 |||! | | | Cust Item ID: 

Required Date: 02/11/2009 Req'd Qty: 1.00 VL ` ` Customer: 

Reference: | 

Run See ЇЇ 
Approvals: Process Plan: Date: _- Tooling: Date: Ge E 
QC: Date: SPC (Y/N): Date: JAN 

Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject : inp: å x = 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp R 
180 0.00 ES 

KLA IN RE 

Skidtubes Memo 0.00 _ 
Skidtubes SS 


1-Drill float bag holes as per Dwg D3391 using DT8798(Do not open tow cap 
holes to finish size) 
(ONLY DRILL HOLES MARKED "A") 


2-Drill Remaining two holes for tow cap using DT 8819 Locating off of .1875" 
holes drilled in previous step 


3-Open tow cap holes to .208" as per Dwg D3391 


4-Open Tow Ring hole to .640" as per Dwg D3391 


5- open float bag holes 0.328" and counter sink as per dwg D3391 


6-Deburr & Scribe Batch number Inside aft end. 
7-Transfer drill D3391-021 with D3391-023 \ U SN ( (Of 27 


190 QC5- Inspect part completeness to step on W/O 0.00 


A Sr E Vale уы сы @ f 


eh 
Quality Control 


et 


X 


Work Order ID 52788 
Б> October 14, 2009 10:43:00 АМ 


KONA A 


Page 5 


vr. ee чен ШШШ see seer ТЇЇ 
Revision ID: Н 
Item Name: ` Fyd Tube Assembly юр (ЇЇ 
t 
Start Date: 14/10/2009 Start Qty: 1.00 DI HI Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 (I Customer: 
Reference: 
Run Ser ЇЇ 
Approvals: Process Plan: Date: Tooling: Date: * 
ос: Date SPC (YIN): Date ° ШШШ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
200 Chemical Conversion Coat per QSIO05 4.1 0.00 
KANE OA IN | u 9/27 
HandFinish Memo 0.00 
Hand Finishing 
210 QC3- Inspect Part Finish 0.00 4 
HANN / BE TA A 
Å onde C Memo 0.00 
Quality Control 
220 0.00 
AN ee | 
y Skidtubes Memo 


* Skidtubes 


1-instal spacers as per dwg D3391 
A/R Magnabond 6398 batch: 
exp. date: 41/4/30 — A Uo 2 

cure time 12hrs. as per QS1015 

2- grind crossbolt flush 

3-back drill crossbolt if een 


, 
ane 


gt 


| 


Work Order ID 52788 
October 14, 2009 10:43:00 AM 


KO 


Page 6 


en райы SS III Seton za WI 
Revision ID: H 
Item Name: Fd Tube Assembly Stop | ЇЙЇ 
Start Date: — 14/10/2009 Start Qty: 1.00 HA Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 AA Customer: 
Reference: 
Run Stare [ЇЇ 

Approvals: Process Plan: Date: Tooling: Date: å 

ос: Date: SPC (Y/N): Date: "P HAM 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
230 QCS- Inspect part completeness to step on W/O 0.00 
TO Ke Selva, Фу £ 
QC Memo 0.0 
Quality Control 

X PressJØl- WASH 

240 White NERE: 4.3.5.1) per roste 4.3- EWA 0.00 D | 
ШҮ М\{(2/# © DA Oxflolz OQ) e 
Powdercoat Memo 0.00 å 
Powder Coating START TIME: _ 10.30 av~ | 


OVEN TEMPERATURE: e ee 


FINISH TIME: 


QC3- Inspect Part Finish 


TL 


Quality Control 


Memo 


på 


Work Order ID 52788 MINI = 


October 14, 2009 10:43:00 AM 


Item ID: D3391-021 
Revision ID: Н 


Accept IS IA 


Item Name: Fwd Tube Assembly Stop INN (| I d H 


Start Date: 14/10/2009 Start Qty: 1.00 A) I Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 TILT) Customer: 
Reference: | К | 
Run Scart [ЇЇ 

Approvals: Process Plan: Date: Tooling: Date: å 

ос: Date: — SPC (YMN): Date ШЇ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description » Run Hours Number Rev. Code Qty Qty Number Stamp 
259 0.00 : 

Skidtubes . ; . i 

UE BE EE 
Skidtubes **** install D3591-1 spacer as per DSI9364 **** | 


260 
OG 


ackaging 
Packaging 


280 


NAN 
QC 


Quality Control 


de => S. li løs > f 
Identify as per dwg & Pom hå WD GI // he 02 X 
? GLIP w | 


Memo 


QC21- Final Inspection - Work Order Release 0.00 | ` 
09} 11 lo | 
Memo 0.00 


Picklist Print 
October 14, 2009 10:43:08 AM 


Page I 


Work Order ID: 52788 


Parent Item: D3391-021RevH 


VAA 
VG OG OA N 


a 


Parent Item Name: Fwd Tube Assembly Start Date: 14/10/2009 Required Date: 02/11/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qtyon Remaining Qty Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued 
D6013-047RevA 100 Each 63.0000 1.0000 
AA (NI 
Skidtube Material 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
Q -/O -/ y LG 63 
23935 6 
D3670-4-200RevA No 260 Each 163.0000 4.0000 
AS OU 
Warehouse Loc Qt Loc Code 
Location 
Main Warehouse 
ST 163 
46106 4 
47122 32 HK MB 09-10-2328. 
48198 42 
48269 85 


Picklist Print 
October 14, 2009 10:43:08 AM 


Page 2 


Work Order ID: 52788 
Parent Item: D3391-021RevH 


Parent Item Name: Fwd Tube Assembly 


ШЇЇ 
ON A 


Start Date: 14/10/2009 


Required Date: 02/11/2009 


Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ “Bin Primary Last Route Unit of Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick . Issued Issued 
D3401-041RevB Manufactured 260 Each 24.0000 1.0000 
KN OB O HA 
Tow Cap Assembly 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
ST 24 
36216 1 
ASTD 7 Х\ mo Cell 
46029 16 ee 
D3564-13RevD Manufactured No 260 Each 64.0000 1.0000 
KO OI 
Wearshoe 
Warehouse Loc Qt Loc Code 
Location 
Main Warehouse 
FP17 52 
33 KLANO G //0/IG 
52059 19 
Main Warehouse 
ST 12 
45409 2 — 
46495 10 — 
October 14, 2009 10:43:08 AM Shop Packet Print Page 2 


Picklist Print 
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Work Order ID: 52788 


Parent Item: D3391-021RevH 


VANN 
KG GA A T T 


Parent Item Name: Fwd Tube Assembly Start Date: 14/10/2009 Required Date: 02/11/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of  Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
D3566-13RevC Manufactured No 260 Each 41.0000 1.0000 
KA AND A A Ш 
Gasket 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse | 
ЕР S 39 
» Mi MO 097/0409 
Main Warehouse 
sT 2 
45717 1 
50265 1 =: 
AN960C10L No 260 Each 4,772.000 10.0000 
KA E II (UI 
washer 
Warchouse Loc Qty Loc Code 
Location 
OFFSHORE 
FG 100 
103585 100 
Main Warehouse 
ST 4672 
6 1009 
ED ee XO MO TF AG 
October 14, 2009 10:43:08 AM Shop Packet Print 
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Picklist Print 
October 14, 2009 10:43:08 AM 


Page 4 


¿Work Order ID: 52788 


D3391-021RevH 
Parent Item Name: Fwd Tube Assembly 


Parent Item: 


Comments: 


DA 
NAA OK H) 


Start Date: 14/10/2009 
Start Qty: 1.00 


Required Date: 02/11/2009 
Required Qty: 1.00 


Component Item ID/ Replacement Mfg/ 


Bin Primary 


Last 


Route Unit of 


Qtyon Remaining Qty Date Status 


Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
AN3C4A Purchased No 260 Each 
ШШШ 
BOLT 
Warehouse Loc Qty 
Location 
Main Warehouse 
ST 2216 Meet. 
112082 14 ee 
112314 40 
112720 162 
E 100 RU eent 09/1199 
829 500 
D3672-1RevB Manufactured 260 Each 
KA GO ЇЇ 
Phenolic Washer 
Warehouse Loc Qty 
Location 
Main Warehouse 
ST 1560 
39275 19 
42329 19 
2 $ 522 XD — WIAD OG ! 101897 
52505 1000 za 
Main Warehouse 
STH17 500 силы с O 
51674 500 
gå 
N- 
October 14, 2009 10:43:08 AM Shop Packet Print 
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Picklist Print 


Page 5 
October 14, 2009 10:43:08 AM 
Work Order ID: 52788 KN OD 
Parent Item: ` D3391-02IRevH ШЇЇ ЇЇ 
Parent Item Name: Fwd Tube Assembly Start Date: 14/10/2009 Required Date: 02/11/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
AELS-1032-130 Purchased No 260 Each 0.0000 2.0000 
A O OD (os) 1 11 xa mo YI 
INSER S 
e Purchased No - 260 Each 0.0000 10.0000 
NG OD D jo mn CHOR 
INSERT 


October 14, 2009 10:43:08 AM 
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DART AEROSPACE LTD 


Work Order: | SA 7585 | 
PEER EE 


Description: Float Skidtube (412 Part Number: | D33911 | 
Pe Sees 
Inspection Dwg: D3391 Rev: G Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article [2] Prototype 


Actual 


Drawing 
Tolerance 
+0.010/-0.000 | ©. GY 
+0.025/-0.010 | 3. 
+0.040/-0.000 N 
+0.040/-0.060 
70.010 


Dimension 


ON 
IG 
Ss 


i 
N 
DW | — 


, 


Кы 
OIA 


LS 
N 
Ол 
o 


Audited by: 


Approved 


MS 


HAFORMS Quality Assurance\approved QAVFAI revD 


SUBIR rot 
WITHOUT NORUT 


WORK ORI 
oF 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

D3391-011 


FWD TUBE ASSEMBLY 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


A 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 


00.4380000 


D3391-015 
AFT TUBE ASSEMBLY 


D3391-013 
MID TUBE ASSEMBLY 


D3553-3 
GASKET 
REF 


TRANSFER DRILL THRU 
03391-011 OPEN TO Ø0.499 
AND INSTALL D3591-1 BUSHING 


D3566-13 GASKET 
REF 
D3564-13 
WEARSHOE 
REF 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
APL 

AN3C6A BOLT (1) 


AN960C10L WASHER (1) 
2PL 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


PART NUMBER DESCRIPTION 


D3391-041 FLOAT SKIDTUBE ASSEMALY 


D339i0i1 | FWD TUBE ASSEMBLY . __ 
3301-013 | MiO TUBE ASSEMBLY 
D3391-015 i АРТ TUBE ASSEMBLY 
i 
WEARSHOE 
` WEARSHOE __ 
` WEARSHOE 
. GASKET 
SKET, 


BUSHING 


-WASHER 


AN3C7A 
AN960C10L 


WASHER 
MS27038C4-12 
ANDGOC 416, 


WASHER 


ne See = D3566-5 GASKET 
EE AEE ND3566-1 


D3564-1 


WEARSHOE 
D3564-5 
WEARSHOE 


GENERAL NOTES 


1) 


03537-7 
WEARPAD 


tn ee REF 


D3553-1 
GASKET 
REF 


D3537-1 


GASKET 


03564-3 
WEARSHOE 


AN3C6A BOLT 
AN960C10L WASHER 
4PL 


AN3C6A BOLT 
AN960C10L WASHER 
6 PL 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 


20 PL 
AN3C7A BOLT 


AN960C10L WASHER 
8PL 
D3391-041 ASSEMBLY 


DRAWING UPDATED TO CURRENT STANDARDS. 

SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 00.438 DIM 
WAS 4 PL. ADDED 00.499 DIM AND D3591-1 BUSHING, 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 90.499 DIM AND D3591-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
REMOVE FWD SADDLE HOLE -011/-021 


CHANGE TOLERANCE, EASE MANUFACTURE 


UPDATE TOLERANCE, CHANGE HOLE SIZE [ PH | 
LENGTHEN AFT EXTENSION | PH | 


08.08.20 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

POWDER COAT WHITE (4.3.5.1) PER DART QS 005 4.3 

SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON” AFTER FINAL ASSEMBLY, CLEAN EXCESS 
OFF POWDER COATING WITH MEK DEGREASER. 

TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL @0.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


DRAWING UPDATES 
CTE 050207 
DESCRIPTION DATE 


DART AEROSPACE USA, INC 
PORT HADLOCK, WA 
DRAWING NO. REV. H 
SHEET1 OF 8 


SCALE 
NT: 


raperoveo | AR 


DATE 


TITLE 
JE] 412 FLOAT SKIDTUBE 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
THES DOCUMENT IE PRIVATE AND CONFIDENTIAL AND 1$ GYPPLIED ON THE EXPRESS CONDITION [НАТ 1T 13 
3 P NOT TO RE USED FOR ANY PURPOSE Ой COPED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA INC 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


TRANSFER DRILL THRU 


D3391-021 OPEN TO 


@0.438°.000 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 


FWD TUBE ASSEMBLY D3391-025 


D3391-023 
AFT TUBE ASSEMBLY 


MID TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO Ø0.499 
AND INSTALL D3591-1 BUSHING 


D3553-3 
GASKET 
mme REF 


D3537-7 


D3566-5 GASKET 


D3566-13 GASKET 
D3564-13 D3566-1 GASKET 


REF Ech 
N 1 
WEARSHOE D3566- ng SE 


REF GASKET 
GASKET REF 


D3564-3 REF 
WEARSHOE D3537-1 


WEARPAD 
AN3C6A BOLT REF 


AN3C6A BOLT 
AN3C4A BOLT AN960C10L WASHER fea WASHER 


AN960C10L WASHER 6 PL AN3C7A BOLT 
20 PL AN960C10L WASHER 
8 PL 


AN3C4A BOLT 
AN960C10L WASHER 3564-1 


4PL 
WEARSHOE 
AN3C6A BOLT 
3564-5 


AN960C10L WASHER 
2PL WEARSHOE 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


DESCRIPTION | 


GENERAL NOTES 


QTY |} PART NUMBER 
043 


DEE FLOAT SKIDTUSE ASSEMBLY 1) FINISH: | CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

Pa FIND TUBE ASSEMELY POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 

EE | dio TUBE ASSEMBLY" å SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AFT TUBE ASSEMBLY AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
WEARSHOE LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
WEARSHOE ~~ : OFF POWDER COATING WITH MEK DEGREASER. 

Er: Å GARNET с ууш e z TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
-03591-5 BUSHING UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL Ø0.297 SIZE HOLES 


RELEASED 


RIES __ BOLT 


AÑ3CSA BOLT L 
ANSC7A BOLET 


Se ANCOL 00 WASHER 


FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


DART AEROSPACE USA, INC ` 


PORT HADLOCK, WA 


DESIGN [| PH | 
ICHECKED f — Å — |DRAWING NO. REV. H 
IMFG.APPR. | 77% |D3391 SHEET2 OF 8 


412 FLOAT SKIDTUBE NTS 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08.08.20 


THiS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON TM EXPRESS CONDITION THAT 1118 
NOT TO BE USED FOR ANY PURPOSE OR COPIED ОМ COMMUNICAJLO ТО ANY OTHER PERSON WITHOUT 
YOUTTEN PERMISSION FROM DART AFROSPACE UWA, ING. 


30.1 


DIST TO CENTER OF BEND 
REF 


D3391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


Ø3.460 
REF 


SECTION A-A 
SCALE 2X 


4.250 
REF 


13° REF 


3.59070 025 


I ossrgay 


SECTION B-B 


SCALE 2X 


VIEW 2-2 
SCALE 2X 


| 


13.0 
ae DISTANCE TO 
TANGENT POINT 


D3391-011/-021 BENDING DETAIL 


(MAKE FROM D3391-1) 


Ø3.460 


| 3.30070, 0 
Ø3.750 


| 1 H 40088 


SECTION C-C 
SCALE 2X 


REA) 


pesion | FA | DART AEROSPACE USA, INC 
DRAWN | aps | PORT HADLOCK, WA 
[CHECKED ` | Ja | DRAWING NO. REV. H 
D3391 SHEET 3 OF 8 
SCALE 
IDE APPR. IR |412 FLOAT SKIDTUBE 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
зов DOCUMENT 15 PRIVATE AND: ED ON 
08.08.20 pert ee rt E SEU 
WRITTEN PERMISSION FROM DART AEROSPACE USA, ING 


20.000 
S K 000 5 EQ. SPACES 
000 4.000 PITCH 8.000 


2.79 E 
DRILL #4 (40.209). DRILL 80.297 DRILL #4 er DRILL Ø0.297 


4PL К C'BORE Ø0.430 X 0.040 CBORE Ø0.430 X 0.040 
THIS LOCATION ONLY THIS LOCATION ONLY 
2PL 2PL 


DRILL THRU 21/64" (0.328) ` DRILL THRU 21/64" (Ø0.328) 
9PL 20.640 АР! @0.640 


CSINK 0.438 x 45° Me 7.25 C'SINK Ø0.438 x 45° DRILL Ø0.297 7.25 


(BOTH SIDES) 10 PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
GRIND FLUSH PRIOR TO PAINTING 
PRIOR TO PAINTING APL 
9PL 
INSTALL INSTALL INSTALL INSTALL 


DETAIL D AELS-1032-225 AELS-1032-130 DETAIL D AELS-1032-225 AELS-1032-130 
AFTER FINISH THIS LOCATION ONLY AFTER FINISH THIS LOCATION ONLY 


10PL AFTER FINISH 10 PL AFTER FINISH 
2PL 2PL 


D3566-13 GASKET D3566-13 GASKET 
3564-13 MG D3564-13 ag 
WEARSHOE Ven AN3C4A BOLT WEARSHOE a Sake AN3C4A BOLT 
AN960C10L WASHER | AN960C10L WASHER 
6 PL 6PL 


D3391-011 ASSEMBLY DETAIL D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST AN3C4A BOLT 


DESCRIPTION. =] D3672-1 WASHER E L E r 

AN960C10L WASHER 3 
FWD TUBE ASSEMBLY å 4PL CE JOAN 
FWD TUBE ASSEMBLY 


D3401-041 
FWD TUBE TOW CAP 
TOW CAP 


— TF easter DETAILD DART AEROSPACE USA, ING 
03670-4200" | $РАСЕВ SCALE 2X PORT HADLOCK, WA 

D3672-1 б WASHER + REV. H 
- SHEET 4 OF 8 


BOLT - - 
.АМ960С101. WASHER SCALE 


AELS-1032-130 INSERT . NTS 
AELS-1032-225 INSERT COPYRIGHT € 2005 BY DART AEROSPACE USA, ING 


ve ENT 18 PRIVATE AND CONFIDENTIAL AND 18 BUPPLIEO ON ENE EXPREES CONDITION THAT I 18 
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DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


Y 


DRILL THRU 21/64" (Ø0.328) 


DETAIL J CSINK 0.438 X 45° (BOTH SIDES) 


SCALE 4X 


INSTALL 


D3681-1 SPACER (BOTH ENDS) 


CRT 
DRILL Ø0.297 


INSTALL AELS-1032-130 INSERT 


AFTER FINISH 
TYP 


SECTION G-G 


SECTION HH 
SCALE 5X 


SCALE 5X 


12 PL 


91-013 MID TUBE ASSEMBLY PARTS LIST 


TT a e EF 


DETAIL E 


D3391-013 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3.610 


SECTION XX 
SCALE 5X 


QTY PART NUMBER DESGRIPTION 


-013 
D3391-013 MID TUBE ASSEMBLY 
HA AAA PEN 

E 


D2500-1-100 XTRUSION 


LX) 
— 
[1 
D33891 [WEB E 
SE 03672-1 _ 
D3672-3 WASHER 
[42 | 
AAA 


WASHER 
D3681-1 SPACER 


INSERT — 
WASHER — 
ANS60C416L  |WASHR . _ 
MS27039C1-09 SCREW 


WEE 
| 24 | AELS-1032-130 INSERT 


ALS4-428-165 
AN960C10L 


DRILL 0.391 

INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
AFTER FINISH 

4PL 


D3391-013 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


SECTION LL 


SCALE 5X 


SECTION MM 


REFER TO 


SE DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 
REF 
DETAIL K 
SCALE 4X 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 90.297 

INSTALL AELS-1032-130 INSERT 
MS27039C1-09 SCREW 

D3672-1 WASHER 

AN960C10L WASHER 

AFTER FINISH 

4PL 


SECTION Y-Y 
SCALE 5X 


DRILL 40.250 


SCALE 5X eL 
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10.500 
DISTANCE TO i 1 REFER TO 
FWD END OF DETAIL J 
03389-1 WEB 
4.94 


р d DISTANCE TO 


END OF WEB 
REFER TO 4.19 
DETAIL K 


REF 
DETAIL К 
DETAIL J n SCALE AX 
SCALE АХ DRILL THRU 21/64" (20.328) SCALE 4X 


CSINK 80.438 X 45° (BOTH SIDES) 
5 PL 


D3391-023 ASSEMBLY DETAIL 


EE WELD INTO PLACE 
D3681-1 SPACER & GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
I 


(0.7 FROM BOTH ENDS) 
DRILL Ø0.297 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 


AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 


SECTION G-G SECTIONH-H 5PL SECTION X-X SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 


QTY - PART NUMBER DESCRIPTION 
023 


. D3391-023 MID TUBE ASSEMBLY 


i D2500-1-100 | EXTRUSION y 
D3389-1 WEB 
5 D3681-1 SPACER 


7 HSA =~] DART AEROSPACE USA, INC 


PORT HADLOCK, WA 


FG 
| afs | 

CHECKED | bh [DRAWING NO. REV. H 
4 
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VIEW BB-BB 
SCALE 4X 


1.526990 ай E 


SECTION AA-AA 


SCALE 6X 


SECTION N-N 


36.435 


TO TAPER 
MACHINE CONSTANT 


TAPER FROM 93.750 
TO 93.200 


REF 
DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


0.200 —— H- 0.687791 


No Ø3.750 


RO.062 REF 


SECTION P-P 
SCALE 6X SCALE 6X 


VIEW W-W 
SCALE 4X 


DETAIL S 


SCALE 4X 


DETAIL V 


CHAMFER 
30"X0.060 DEEP 


DRILL #4 (0.209) 
2PL 


DETAIL V 
SCALE 6X 


Ne Ø3.750 


REF 


SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X 


[е 
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9.1 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


R30.012.0 


7.00 
REF 


36.000 
9 EQ. SPACES 
4.000 PITCH 


DRILL 20.297 
26 PL 


4.2+0.25 


DRILL THRU 21/64" (Ø0.328) 
14 PL 

CSINK Ø0.438 X 45° 

(BOTH SIDES) 


DISTANCE BETWEEN HOLE AND 


DRILL THRU 21/64" (0.328) 


4PL 
DRILL Ø0.297 
26 PL CSINK Ø0.438 X 45° 


(BOTH SIDES) 
53.7 TANGENT POINT 53.7 
1 


D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 


(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 


SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO CBORE) 


AN своне) NY 
D3553-1 D3553-1 


GASKET GASKET 


D3537-1 D3537-1 


WEARPAD WEARPAD 03537-7 


SSEMBLY AND CBORE DETAIL WEARPAD 


(SEE TABLE) AN3C5A BOLT AN3C5A BOLT 


AN960C10L WASHER AN3C4A BOLT ANSOOCAOL WASHER Ze WASHER 
Mad ANS60C10L WASHER 4PL AP 
APL 


PART NUMBER (SEE TABLE) 


DESCRIPTION 


D3391-015 
D3391-025 


AFT TUBE ASSEMBLY 


D2646 AFT CAP 
AFT TUBE ASSEMBLY 


SEAL WITH 
SIKAFLEX-24 1/-291 


CBORE Ø0.516 X 0.040 DEEP 


D3553-1 Grieg ALS4-428-165 INSERT 
D3553-3 
4 D3670-4200 


D3672-1 


1 

1 

i x DRILL 0.391 
1 

1 

1 


AN3C4A BOLT 
D3672-1 WASHER 
AELS-1032-130 AN960C10L WASHER 
AELS-1032-225 SECTION U-U 2PL DETAILT 
ALS4-428-165 SCALE 3X SCALE AX 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


QTY CBORE 
D3391-025 
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